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(54) BLOW MOLDING DIE 

(57)Abstract: 

PROBLEM TO BE SOLVED: To obtain a blow molding 
die which can easily adjust a wall thickness of a pinch off 
part, without modifying a die depending on a molding 
conditions of a molding machine, an extruding machine 
and a head and the like, a difference of a resin material 
of a temperature, density and viscosity and the like. 
SOLUTION: A blow molding die is formed of a first die 12 
and a second die 14 and an adjustment mechanism 24 
which adjusts a compression ratio of a burr is provided 
at a predetermined space from a cut-off edge of the 
burr. In this case, the adjustment mechanism 24 is 
provided with a compression plate 26 which is mounted 
to face each other to the first die 12 and the second die 
1 4, an adjustment spacer 28 which is mounted between 
the compression plate 26 and the die, and adjusts a 
distance between compression plates 26 and a fix 
member 30 which fixes the compression plate 26 to the 
die through the adjustment spacer 28. At a time of mold 
closing operation of the first die 12 and the second die 
14, the compression ratio of the burr existing between these compression plates 26 is adjusted 
by the distance between the compression plates 26. 
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* NOTICES * 

JPO and INPIT are not responsible for any 
damages caused by the use of this translation. 

1 This document has been translated by connputer. So the translation may not reflect the original 

precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1]From a barricade **** end edge, an adjustment mechanism which consists of the 1st 
metallic mold and the 2nd metallic mold, and adjusts a compression ratio of a barricade is a 
prescribed interval the blow molding public-funds type placed and formed, and the above- 
mentioned adjustment mechanism, A compression plate allocated so that for relativity might be 
carried out to the 1st metallic mold of the above, and each 2nd metallic mold, A spacer for 
adjustment which is allocated between this compression plate and a metallic mold, and adjusts 
distance between these compression plates, And it has a holddown member which fixes this 
compression plate to a metallic mold via this spacer for adjustment. A blow molding public-funds 
type adjusting with distance between these compression plates a compression ratio of a 
barricade which exists between the above-mentioned compression plates at the time of closed 
mold operation with the 1st metallic mold of the above, and the 2nd metallic mold. 
[Claim 2]The blow molding public-funds type according to claim 1 whose above-mentioned 
prescribed interval is 3-15 mm. 

[Claim 3]The blow molding public-funds type according to claim 1 or 2 with which the above- 
mentioned compression plate has many slots on the surface. 



[Translation done.] 



http://wvsAv4.ipdl. inpit.go.jp/cgi-biIVtran_web_cgi_ejje?atv^_u=http://\^^^ 4/14/2010 



JP,09-262902,A [DETAILED DESCRIPTION] 



Page 1 of 5 



* NOTICES * 

JPO and INPIT are not responsible for any 
damages caused by the use of this translation. 

IThis document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention]This invention relates to a blow molding public-funds type, and relates to 
the blow molding public-funds type which can perform easily adjustment of fleshing of the pinch 
off part of containers, such as a bottle, also under different molding conditions and a resin strip 
affair in more detail. 
[0002] 

[Description of the Prior Art]Generally, blow molding methods, such as the direct blow molding 
method, are used for manufacture of containers, such as a bottle. Generally in the pars basilaris 
ossis occipitalis and neck of a container which were manufactured by the direct blow molding 
method, an excessive barricade and a pinch-off (weld) part occur. In this case, if the thickness of 
the pinch off part in the container manufactured by the direct blow molding method is thin, poor 
weld of a hole opening or a container breaking will often take place. On the other hand, the 
appearance of a container will be spoiled if the thickness of the above-mentioned pinch off part 
is thick. Therefore, although the thick thing of the above-mentioned pinch off part adjusted 
appropriately is required, the barricade in a metallic mold consumes the conditions of fleshing of 
this pinch off part, and they change variously with the shape of an end edge, mold clamp speed 
of a briquetting machine, etc. Even if it doubles such die conditions and molding conditions 
thoroughly, the conditions of fleshing change with resin strip affairs, such as a kind of resin to be 
used, and its temperature. 

[0003]As thick preparation of a pinch off part, the process of the plastic blow container 
proposed by JP,S61-78621,A, the blow molding method proposed by JP,H5-104616,A, etc. are 
known, for example. The process of the former plastic blow container tends to adjust the 
thickness of a pinch off part by inserting parison between the edge part at the tip of the rod 
installed inside the blow pin inserted into the upper opening of parison, and the flat-surface part 
provided in the metallic mold bottom wall, as shown in Fig. 1 of the gazette. As shown in drawing 
J_- drawing 3 of the gazette, the latter blow molding method. It is filled up with cooling fluid in a 
container from the opening located in the lower part side of this container, pressurizing parison, 
exhausting gradually with the seal pressurization state after molding a container, and performing 
pressure regulation, and. By sprinkling cooling fluid also to the pars-basilaris-ossis-occipitalis 
wall located in the upper part side of this container, and cooling the container in a metallic mold, 
it is going to make high thick dimensional accuracy of a pinch off part. 

[0004] However, in the process and the blow molding method of a plastic blow container which 
were indicated in each above-mentioned gazette, although thick adjustment of a pinch off part 
can be performed, there is a problem of the adjusting device becoming complicated, or a molding 
cycle becoming long, and becoming a high cost. Since the above-mentioned adjusting device is 
needed for every metallic mold to be used, neither resin change nor briquetting machine change 
can be performed easily, but the problem that flexibility is low also has it. 

[0005]Therefore, the purpose of this invention is to provide the blow molding public-funds type 
which can adjust the thickness of a pinch off part easily to the difference among resin material 
nature, such as molding conditions, such as a briquetting machine, an extrusion machine, and a 
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head, temperature, density, viscosity, without correcting a metallic mold. 
[0006] 

[Means for Solving the Problem]It is the blow molding public-funds type with which an 
adjustment mechanism which this invention consists of the 1 st metallic mold and the 2nd 
metallic mold, and adjusts a compression ratio of a barricade placed a prescribed interval, and 
was established from a barricade **** end edge, A compression plate allocated so that for [ of 
the above-mentioned adjustment mechanism ] relativity might be carried out to the 1st metallic 
mold of the above, and each 2nd metallic mold, A spacer for adjustment which is allocated 
between this compression plate and a metallic mold, and adjusts distance between these 
compression plates. And it has a holddown member which fixes this compression plate to a 
metallic mold via this spacer for adjustment. The above-mentioned purpose is attained by 
providing a blow molding public-funds type adjusting with distance between these compression 
plates a compression ratio of a barricade which exists between the above-mentioned 
compression plates at the time of closed mold operation with the 1 st metallic mold of the above, 
and the 2nd metallic mold. 

[0007]This invention provides a blow molding public-funds type whose above-mentioned 
prescribed interval is 3-15 mm in a blow molding public-funds type of the above-mentioned 
description. 

[0008]This invention provides a blow molding public-funds type with which the above-mentioned 
compression plate has many slots on the surface in a blow molding public-funds type of the 
above-mentioned description. 
[0009] 

[FunctionjWhen carrying out blow molding of the containers, such as a bottle, from parison 
according to this invention, A barricade is compressed from the direction of a closed mold by the 
adjustment mechanism of the compression ratio of a barricade which placed the prescribed 
interval and was established from the barricade **** end edge with closed mold operation with 
the 1st metallic mold and the 2nd metallic mold, and resin of a barricade is made to carry out 
forcible movement in this closed mold direction and the right-angled direction. As a result, resin 
of a barricade is supplied to a pinch off part, and the flesh of this pinch off part is adjusted. In 
the above-mentioned adjustment mechanism, since the distance between compression plates is 
made possible by adjustment, the compression ratio of a barricade can be adjusted by adjusting 
this distance. Therefore, if this compression ratio is adjusted to the difference in molding 
conditions or resin material nature, the flesh in a pinch off part can be adjusted to a desired 
quantity. 
[0010] 

[Embodiment of the Invention]Hereafter, based on one desirable embodiment of this invention 
shown in drawing 1 and drawing 2 , the blow molding public-funds type of this invention is 
explained. 

[001 1] Drawing 1 is a sectional view fracturing and showing the side of one blow molding public- 
funds type embodiment of this invention here, and drawing 2 is a front view expanding and 
showing the adjustment mechanism which adjusts the compression ratio of the barricade in the 
blow molding public-funds type shown in drawing 1 . 

[0012]As shown in drawing 1 , blow molding public-funds type 10 of this embodiment comprises 
the two metallic molds 12 formed in the shape of vertical division, i.e., the 1st metallic mold, and 
the 2nd metallic mold 14. This 1st metallic mold 12 is being fixed to the movable platen (not 
shown), and, on the other hand, this 2nd metallic mold 14 is attached to the fixed platen (not 
shown) pivoted by the holding frame (not shown). With the hydraulic power of the oil hydraulic 
cylinder, the above-mentioned movable platen is made by right and left as it is movable. And the 
contact face of the 1st metallic mold 12 of the above is made as [ carry out / it is pressed by 
the working face of the 2nd metallic mold 14 of the above via the above-mentioned movable 
platen, and mold locking force is given among both the metallic molds 12 and 14, for example, / 
blow molding of the containers, such as a bottle made of resin, ]. 

[001 3]The crevices (cavity) 16 and 18 corresponding to the outside of the cast which is the 
target of blow molding are formed in the wall of the 1st metallic mold 12 of the above, and the 
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2nd metallic mold 14, respectively. It is made as [ form / when the 1st metallic mold 12 of the 
above and the 2nd metallic mold 14 carry out a closed mold to the upper position of these 
crevices 16 and 18 / in it / the opening for inserting a blow pin (not shown) ]. The water cooled 
jacket for die cooling (not shown) is provided in the peripheral position of the above-mentioned 
crevices 16 and 18 at the 1st metallic mold 12 of the above, and the 2nd metallic mold 14. 
[0014]The parison **** end edge 22 for cutting the parison 20 and forming the pars basilaris 
ossis occipitalis of a cast is formed in the lower position of the above-mentioned crevices 1 6 
and 18. 

[0015]each of the 1st metallic mold 12 of the above, and the 2nd metallic mold 14 — the notch 
sections 24A and 24A of side view rectangular shape are formed in the base part. The screw 
holes 30A and 30A for the bolt as the holddown member 30 of each side attachment wall of 
these notch sections 24A and 24A later mentioned mostly in a center section to screw are 
formed. The account of the upper lacks and it is made as [ form / when the 1st metallic mold 12 
of the above and the 2nd metallic mold 14 carry out a closed mold between the parts 24A and 
24A and the above-mentioned parison **** end edge 22 / in it / the guide part 32 for missing 
the lower part parison as a barricade to a sliding direction ]. 

[0016]The above-mentioned notch sections 24A and 24A are located under the above- 
mentioned barricade **** end edge 22. 

The adjustment mechanism 24 for adjusting the compression ratio of the lower part parison as a 
barricade is formed in these notch sections 24A and 24A. 

This adjustment mechanism 24 is provided with the holddown members 30 and 30 for fixing the 
compression plates 26 and 26, the spacers 28 and 28 for adjustment, and these compression 
plates 26 and 26 to each metallic mold via these spacers 28 and 28 for adjustment, the above- 
mentioned compression plates 26 and 26 — the 1st metallic mold 12 of the above, and the 2nd 
metallic mold 14 — it is allocated so that it may be alike, respectively and for relativity may be 
carried out. The above-mentioned spacers 28 and 28 for adjustment are allocated, respectively 
between the above-mentioned compression plates 26 and 26 and the above-mentioned metallic 
molds 12 and 14, and adjust the distance between these compression plates 26 and 26. In this 
embodiment, except for thickness, the above-mentioned spacers 28 and 28 for adjustment and 
the above-mentioned compression plates 26 and 26 are the sizes, and comprise a metal plate. 
The above-mentioned compression plates 26 and 26 are being fixed to each metallic mold 12 and 
14 with the bolt as the holddown member 30 via this metal plate as a spacer for adjustment. 
[0017]From the barricade **** end edge 22 in blow molding public-funds type 10, the above- 
mentioned adjustment mechanism 24 places the prescribed interval D. and is established. As for 
this interval D, it is preferred that it is 3-15 mm from the point that the thickness of the above- 
mentioned pinch off part can be adjusted still more easily. 

[0018]Next, if the above-mentioned adjustment mechanism 24 is further explained with 
reference to drawing 2 , the above-mentioned compression plate 26 is being fixed to the metallic 
mold with two bolts as the holddown member 30 via the above-mentioned spacer 28 for 
adjustment. Except for the side part, many flutings 38 are formed in the surface of the above- 
mentioned compression plate 26 over the lengthwise direction whole region. 
[0019]Next, with reference to drawing 3 , the adjustment method of the compression ratio of the 
barricade in the blow molding public-funds type of this invention is explained. 
[0020]it is based on the 1st metallic mold 12 of the above and the 2nd metallic mold 14 of 
parison which were softened with heating — putting (closed mold operation) — if carried out, 
cutting of the above-mentioned parison 20 will advance in the above-mentioned barricade **** 
end edge 22. The parison caudad located rather than this barricade **** end edge 22 with this, 
i.e.. the lower part parison as the barricade 34, is compressed from a longitudinal direction (the 
direction of a closed mold) with the compression plates 26 and 26 which carry out for relativity. 
At this time, since the closed mold of the 1st metallic mold 12 of the above and the 2nd metallic 
mold 14 has not been carried out thoroughly, the compressed barricade 34 moves with down, and 
they move it toward an above, i.e., parison. pinch off part. As a result, meat sticks with the resin 
which has moved from the above-mentioned barricade 34 to the above-mentioned pinch off part, 
and the thickness in this pinch off part becomes thick. 
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[0021]The thickness in the above-mentioned pinch off part is adjusted with the distance 
between the above-mentioned compression plates 26 and 26. This situation is explained with 
reference to drawing 4 . Here, drawing 4 is a mimetic diagram showing a thick change of the pinch 
off part by a compression ratio. 

[0022]If thickness of the above-mentioned spacers 28 and 28 for adjustment is made small and 
distance between the above-mentioned compression plates 26 and 26 is enlarged, the grade into 
which the above-mentioned barricade 34 which exists between these compression plates 26 and 
26 is compressed will become low (a compression ratio becomes low). Therefore, the movement 
magnitude to the sliding direction of this barricade 34 decreases. That is, as the quantity of the 
resin supplied to the above-mentioned pinch off part decreases and it is shown in drawing 4 (c) 
as a result, the thickness of this pinch off part 36 does not become large enough. On the other 
hand, if thickness of the above-mentioned spacers 28 and 28 for adjustment is enlarged and 
distance between the above-mentioned compression plates 26 and 26 is made small, the grade 
into which the above-mentioned barricade 34 which exists between these compression plates 26 
and 26 is compressed will become high (a compression ratio becomes high). Therefore, the 
movement magnitude to the sliding direction of this barricade 34 increases. That is, as the 
quantity of the resin supplied to the above-mentioned pinch off part increases and it is shown in 
drawing 4 (a) as a result, the thickness of this pinch off part 36 becomes large. Thus, as the 
compression ratio of a barricade is adjusted and it is shown in drawing 4 (b) with the distance 
between the above-mentioned compression plates 26 and 26, the pinch off part 36 which has 
proper thickness is formed. 

[0023]Thus. in the above-mentioned adjustment mechanism 24 in the blow molding public-funds 
type of this invention, there is no necessity of removing a metallic mold from a platen to the 
degree of adjustment of a compression ratio. That is, since a compression ratio can be adjusted 
where a metallic mold is fixed to a platen, workability is good, and the adjusting time of 
workability is also short, and it ends. 

[0024]It depends for the thickness of the above-mentioned pinch off part also on the distance of 
the above-mentioned barricade **** end edge 22 and the above-mentioned adjustment 
mechanism 24. That is, when the distance of the above-mentioned barricade **** end edge 22 
and the above-mentioned adjustment mechanism 24 is large, the capacity of the above- 
mentioned guide part 32 becomes large. As a result, when the above-mentioned barricade 34 
which exists between the above-mentioned compression plates 26 and 26 is compressed and it 
moves to a sliding direction, it acts as a buffer zone of a barricade where the above-mentioned 
guide part 32 moves, and the amount of supply of resin to the above-mentioned pinch off part 
decreases. Therefore, the thickness of this pinch off part does not become large enough. On the 
other hand, since the operation as a buffer zone of the above-mentioned guide part 32 is small 
when the distance of the above-mentioned barricade **** end edge 22 and the above- 
mentioned adjustment mechanism 24 is small, compression of the barricade by the above- 
mentioned compression plates 26 and 26 is promptly reflected in the increase in the amount of 
supply of resin to the above-mentioned pinch off part. Therefore, the thickness of this pinch off 
part becomes large enough. 

[0025]As mentioned above, although the blow molding public-funds type of this invention was 
explained based on the desirable embodiment, the range of this invention is not limited to this 
embodiment, and various change gestalten are possible for it. For example, in the spacer 28 for 
adjustment in the above-mentioned adjustment mechanism, the piezoelectric element from which 
length changes by changing voltage may be used instead of using a metal plate. The thickness of 
the above-mentioned compression plate itself may be changed, and the distance between these 
compression plates may be changed. One side of the above-mentioned spacers 28 and 28 for 
adjustment is made into a stationary type, and it is good also considering another side as 
working. As long as it is not restricted to a fluting but the consumed barricade is provided in the 
direction in which it is easy to move to a pinch off part, the slot of what kind of direction may be 
sufficient as the slot established in the surface of the above-mentioned compression plate. What 
may use what has the flat surface as the above-mentioned compression plate, or has a slot as 
one compression plate may be used, and what has the flat surface may be used as a 
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compression plate of another side. Although the above-mentioned embodiment explained the 
pinch off part in the pars basilaris ossis occipitalis of a container, this invention is similarly 
applied to the pinch off part in the part which weld of a barricade generates, for example, a 
shoulder, a neck, a handle part, etc. 
[0026] 

[Effect of the Invention]As mentioned above, according to the blow molding public-funds type of 
this invention, the thickness of a pinch off part can be easily adjusted to the difference in 
molding conditions or resin material nature, without correcting a metallic mold, or the expense of 
metallic mold correction does not start at all, either, as explained in full detail. And since the 
thickness of a pinch off part can adjust a metallic mold in the state where it fixed to the platen, 
without disassembling a metallic mold, its workability is good, and its adjusting time is also short, 
and it ends. The thickness of the above-mentioned pinch off part can be adjusted still more 
easily by the distance of the above-mentioned adjustment mechanism and the above-mentioned 
barricade **** end edge being 3-15 mm. The thickness of the above-mentioned pinch off part 
can be adjusted further still more easily by establishing many slots in the surface of the 
compression plate in the above-mentioned adjustment mechanism. 



[Translation done.] 
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* NOTICES * 

JPO and INPIT are not responsible for any 
damages caused by the use of this translation. 

IThis document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] It is a sectional view fracturing and showing the side of one blow molding public- 
funds type embodiment of this invention. 

[Drawing 2] It is a front view expanding and showing the adjustment mechanism which adjusts the 
compression ratio of the barricade in the blow molding public-funds type shown in drawing 1 . 
[Drawing 3] It is a mimetic diagram showing the adjustment method of the compression ratio of 
the barricade in the blow molding public-funds type of this invention. 

[Drawing 4]Drawing 4 (a) - drawing 4 (c) are the mimetic diagrams showing a thick change of the 

pinch off part by a compression ratio. 

[Description of Notations] 

12 The 1st metallic mold 

14 The 2nd metallic mold 

20 Parison 

22 Barricade **** end edge 

24 Adjustment mechanism 

26 Compression plate 

28 The spacer for adjustment 

30 Holddown member 

32 Guide part 

34 Barricade 

36 Pinch off part 



[Translation done.] 
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